e^ 


—— — 


Work Order ID. 53937 ПИТТКЕ 


Раре 1 


November 23, 2009 -2: 54: 21 PM А 

temm. озер о меи ИИТИИ > ss И 

Revision ID: Н b - 

Item Name: Mid Tube Assembly . | Stop III 1111010 || 

Start Date: — 23/11/2009 Start Qty: 100 III — Custltem ID: 

Required Date: 02/12/2009 Req'd Qty: 1.00 VUA | —— Customer: К 

Reference: | 

ieu — Н - S 

Approvals: Process Plan: 2/2 Date 2 7; MP, Tooling: Date: | шы ex | II | | |І 
Date: SPECON: б рав “е? ШИШИ 

Sequence ID/ _.. Operation f Set Up/ Draw Draw [Plan Accept Reject Reject Insp. 

Work Center IDE Description Run Hours Number Rev. [Code Qty Qty Number Stamp 


100 


III š Semen 


Skidtubes 
Skidtubes 


Revision Nbr 


Rev H 
0.00 


Memo 0.00 
1-Cut tube to finish length as per uz D3391 


2-Identify as D3391-023 


3-Drill pilot holes using DT8796 (Do not drill "B" holes) and dnll only 1 fwd 
. saddle hole on one side only as per Dwg D3391 


4-Open saddles and GHW holes to 00.375" exept for fwd sadde hole of detail 
"T 


5-Remove .030" from Fwd indexing Ridge as per Dwg D3391 


6-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 
7-Deburr 


8-Drill #30 pilot holes using wearplate Jig рта 7 Identify @0250" holes with 
paint marker, 

9-Open wearplate holes of D3391-023 assembly detail section G-G to 00.250". 
(14 holes) as per Dwg 03391 and 2 holes in section Detail "J", do not open 
wearplate holes of section "J" 


10-Open wearplate holes of D3391-023 assembly detail section H-H to 
90.297" (20 holes) as per Dwg D3391 ^ ` 


t. MUR Ls 


| 
| 
4 
: 


Dart Aerospace Ltd >= +s 
WORK ORDER CHANGES 


“a= 2: EUN NN 
DATE | STEP PROCEDURE CHANGE Chief Eng. | АРРГОУаГ | >, 
UE : " | inc 


: Spe t Е 
Prod Mar’ "ӨС Їйзрес1дг 


Fault Category: _ ` = NCR: Yes No DQA: 
Disposition: QA: N/C Closed: š: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


NOTE: Date & initial all entries 


HMFORMSQuality Assuranceapproved QANCRWO RevE 


Work Qrder ID 53937 III | Page 2 


November 23, 2009 2:54:21 PM 


аш uS is lilii seee === (ln 


l Revision ID: H P 

| смею Мате: — Mid Tube Assembly ү E E 

" + y. š BU 

j Start Date: 23/11/2009 Start Qty: 1.00 III II | Cust ftem ID: Ta 

‚ Required Date: 02/12/2009. Вед'а Qty: 1.00 TENA Customer: | 

| Reference: | | ; 

| x | Run Start IIT, 
Approvals: Process Plan: Date: Tooling: Date: ; : 

! EL . - Sto | 

| ` ос Due SPOON, Юеш | aM ШЇЙШЇЇШЇ 

t mE i 
Sequence ID/ Operation ` Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description | Run Hours Number Rev. Code Qty Qty Number Stamp 


11-Ореп .375" holes to .438" ***do not open fwd saddle holes*** 


12-Locate D3391-021 in D3391-023 at 9.00" (see view z-z) 


13- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
ГА dia hole, using t-pins and clicos to ensure perfect allingment, open tp previusly 


| 
I 
tranfer drilled pilot hoks in D3391-023/-021 to 0.438" dia. in D3391-021 И ч / J | 12 " 


' d 14- Transfer drill 2 wearplate holes into D3391-021 using DT8217, locating 
from two previusly drilled holes, drill remaining wearplate holes irto D3391-021. 


15- Locating from two fwd wearplate holes drilol remaining 6 wearplte holes in 
D3391-021 using DT8937 


16- Open 2 fwd wearplate holes in D3391-023 to .250" dia. 
17- counterbore two aft wearplate holes in D3391-021 as per dwg 
18- Open 12 wearplate holes in D3391-021 to 0.297" dia. 


19-Deburr and blow out all chips from inside tube \ 


uL 


Dart Aerospace Ltd 
W/O: WORK ORDER л e C 


Approval * 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


NI LA tion of NC m E mm 
DATE NI LA A Initial Action Description Sign & k C Chief E QC mm 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H: MFORMSQuality Assurancetapproved QA\NCRWO RevE 


t 


Work Qrder ID 53937 ШЇЇ | ғаз 


November 23, 2009 2:54:21 РМ 


пев: 0399103 Accept HAE AAA TA seese се (III 
Revision ID: H | e ШЇЇ 


Item Name: Mid Tube Assembly 


Start Date: 23/1/2009 Start Qty: 100 ` TIAM Cust Item ID: 
Required Date: 02/12/2009 Req'd Qty: 1.00 · TOU Customer: | 
Reference: | 
| | Run seart |Р 
Approvals: Process Plan: _. Date: Tooling: ___ Date: | : 
ос: Date: seam: Due | NE ШИШИ 
ГА 
Jg | 
Sequence ID/ Operation Set Up/ Draw: Draw iPlan Accept Reject Reject Insp. . 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
110 ОС5- Inspect part completeness to step on W/O 0.00 | 
Im и КИ E? 
Quality Control z 
120 Chemical Conversion Coat per QSI005 4.1 0.00 . š 
ШЇ | | LIDE 
HandFinish Memo 0.00 | | 
Hand Finishing 


130 QC3- Inspect Part Finish 0.00 


ШШ AD Өс: 
QC Memo 0.00 =: / 2 = 
Quality Control | | | 


Зу 


Dart Aerospace Ltd ` bur Bs 


WORK ORDER CHANGES 


z | | | | Approval` ЖЕ d 
DATE | STEP | PROCEDURE CHANGE - ( choi Eng/ | Approval 
° *. Š T | I QC Inspector 


E 
S 
E 
] 


Part No: _ _ PAR #: Fault Category: _ NCR: Yes No DQA: Date: 


лаю BEN i | pe RS QA: N/C Closed: Date: 
| Corrective Action Eug B 
RESTEN of NC — i : Verification Approval | Approval 
Chief Eng Chief Eng Е Date 


.. NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QAWCRWO RevE | 


Work Order ID 53937 
November 23, 2009 2:54:21 PM: 


\ШШШ 


Раре 4 


иие кей III! s... с ЇЙЇ 
Revision ID: H : I “м 
2 Hem Name: — Mid Tube Assembly Е | | sop [ЇЇ 
. 3 Start Date: 23/11/2009 Start Qty: 1.00 |!!! Cust Item ID:. 
`` Required Date: 02/12/2009 Req'd Qty: 1.00 i HIHI ; Customer: | | 
'Reference: | tan | | 
| | | Run Stare || 
Approvals: Process Plan: Date: Tooling: Date: I 
: I Stop 
PEE Date иона аша ша ШШ 
Sequence ID/ Operation „бе Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description 7^"Rün Hours Number Rev. Code Qty Qty . . Number Stamp 
140 0.00 7 : 
ШШШ T Lo MNA 
Skidtubes Memo 0.00 ; 
Skidtubes 1-Open float bag hoks as per dwg " 
2-C'sink float bag holes as рег dwg | | 
3- Prepare tube for welding 
4-Bond web in place as per Dwg D3391 & QSI 015. e „2709 


Adhere for 12 hours) 


QC5- Inspect part completeness to step on W/O 


ТЇШЇЇ 
QC : 


. Memo 
Quality Control 
160 | 
ШШШ Skidtubes 
Skidtubes TRA 
Skidtubes 


0.0 


B 


0.00 


0.00 


1-Weld crossbolt spacer as per dwg D3391 & QSI 004 
2-grind weld flush 


2. (DIL 


- 3) S allo 


AK miso 7 


9 4L. 
O- — Zo 


. Dart Aerospace Ltd 
WIO: . WORK ORDER CHANGES 


Approval ' 
ЕЗ STEP x PROCEURECMNGE — O) x PROCEURECMNGE — O) оу | cher Eng / mom 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: | NCR: Yes Мо DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: | WORK ORDER NON-CONFORMANCE (NCR) 


| Corrective Action — Section B 
EE. {| of NC Verification | Approval mum 
олт EE. {| А Initial Action Description Sign & Section C Chief Eng QC mum 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Аѕѕигапсе\арргоуеа QANCRWO RevE 


Work Order ID 53937 
November 23, 2009 2:54:21 РМ . 


ШЇЇ | 


Page 5 


кш. DEUS An HARI A sess сес ЇЇ 
Revision 0: H 
Hem Мате: — Mid Tube Assembly E 
Start 024: 23/11/2009 Start Qty: 1.00 UII II Cust Item ID: 
Requ; ed Date: 02/12/2009 Req'd Qty: 1.00 TAI . Customer: | 
Reference: | | | 

em To | mes Start ШЇЇ 
Approvals: Process Plan: Date: Tooling: Date: 

ч Sto 
ос: Date: scam: юш | _ a 
Sequence ID/ Operation Set Up/ Draw Draw |Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. [Code Qty Qty Number Stamp 
QC10- Inspect visual per QSI004- ground welds 0.00 


III 
QC 


Quality Control 


Memo 


QC5- Inspect part completeness to step on W/O 


nmm 


Quality Control 


Memo 


y р езд € - GASH 


190 White Gloss(Ref:4.3.5.1) per /y 4.3-Alum 
III M Mn 
owdercoat M 
Powder Coating SAT TIME. A i 
OVEN TEMPERATURE: 


FINISH TIME: 3 до 


| > m n o7 


0.00 


2) Ns al ó+ 


0.0 


AA T o*lixíog 


0.00 


$279 Ш od-i2- 7 


ф_ ___ 


css; 


со fe 


Dart Aerospace Ltd 
М/О: WORK ORDER CHANGES 


Approval 
Pu STEP MEV PROCEDRECMNGE | CHANGE Chief Eng / Appróva 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No ООА: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


(owe ML LE of NC Corrective Action Section B 


Е Er Eo 
ML LE A Initial Action Description Sign & Е С Chief Er QC Eo 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS' Quality Assurancexapproved QANCRW O RevE 


f 


| 


Work Order ID 53937 
November 23, 2009 2:54:21 PM 


OMA 


| 


Page 6 


p. ы: m ШИ ШШ seese se (MM 
Revision ID: H 
Hem Name: — Mid Tube Assembly | EE 
Start Date: 23/11/2009 Start Qty: 1.00 III III Cust Item ID: 5. 
Required Date: 02, 12/2009 Req'd Qty: 1.00 UM || III Customer: : 
Reference: . B 
Run Start ЇЇ 
Approvals: Process Plan: Date: Tooling: Date: 
Sto 
qc: Date: SPCQN: — рае | a 
| 

Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
200 QC3- Inspect Part Finish i 


TNAM 
QC 


M 
Quality Control emo 
210 
TM Skidtubes 
Skidtubes {ме 
Skidtubes 1- insert D3391-021 into 03391-23 


DAI өдр )ов 


0.00 


N ЭА) бя | оё 


" 


— insert T-pins into first and third fwd saddle holes 


4 —3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes p 0.500" as 


per DSI 9364 


c... A- remove T-pins and locate DT9415 from first and third crossbolt hole using T- 


pins and clekos 


5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 


DT9415 


~ ó- deburr, re-alodine and blow out chips 


*7 7-press fit 03591-1 spacers using DT9416 starting from 0.500" side 


та сиинин 


ар Ф 


Dart Aerospace Ltd 


1 


Approval | Approval 
Chief Eng / Сі 
Ргоа Мог QC Inspector 


WORK ORDER CHANGES 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: _ 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ТЕ ЕН Description of NC : Corrective Action Section B 


Section A 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurancevapproved QANCRWO RevE 


x 


Work Order ID 53937 
November 23, 2009 2:54:21 PM 


Page 7 


ШЇЇ | 


Item ID: D3391-023 


Accept 


III! зер s= | ЇЇ 
Revision ID: H | 
Hem Мате: М Tube Assembly - sop ШЇЇ 
Start Date: 23/11/2009 Start Qty: 1.00 III ||! Cust Item ID: ! u 
Required Date: 02/12/2009 Red'd Qty: 1.00 UA Customer: | 2 
Reference: | 
| Ru Ser ШЇЇ 
Approvals: Process Plan: Date: Tooling: Date 
qc: Date: SPC (Үл: mue ] ШШШ 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
220 QC5- Inspect part completeness to step on W/O 0.00 | 
IIIIIIII 22 Solo lz 28 
QC Memo 0.00 | 
Quality Control | 
| 
230 | 00 з Al 5 J / | 
ШШШ ы мее GO e 
HandFinish Memo 0.00 


Hand Finishing Install Inserts as per Dwg 


240 ОС5- Inspect part completeness to step on W/O 


[ШЇ III 


Memo 


Quality Control 


0 


ü ES PY 


D Ф 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval ^ 
| DATE | [STEP x PROCEDURECHANGE 0000 x PROCEDURECHANGE 0000 By | Date | ay | Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


w = of NC О rd E 
owe e w S A Initial Action Description Sign & О С Chief QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS' Quality Assurancevapproved QANCRWO RevE 


Work Order ID 53937 DULL LO | Pages 


November 23, 2009 2:54:21 PM 


Item у: D3391-023 кан IIIIIIIIIIIIIIIIIIIIIIIIIIIIIII seee ае (ЇЇ 
RevisionID: Н 
em Name: — Mid Tube Assembly | sop [ЇЇ 


Start Date: 23/11/2009 Start Qty: 1.00 ||| ||! Cust Item ID: ` i 
Required Date: 02/12/2009 Req'd Qty: 1.00 III Customer: ` | 
Reference: 
| Run Start ЇЇ 

Approvals: Process Plan: Date: Tooling: Date: 

qc: Date: РС; D | ШШШ 
Sequence ID/ Operation Set Up/ Draw Draw {Рап Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. [Code Qty Qty Number Stamp 
250 Identify as per dwg & ч Location: 0.00 E ( ё, 

: Ш o«(«elo " 

HII Әр $2766 u | CGU ә 
Packaging 


260 QC21- Final Inspection - Work Order Release 0.00 

ШЇЇ 0%| iz llo 
QC Memo 0.00 

Quality Control 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


Approval : 
Chief Eng / Approval 


Prod Mar QC Inspector 


Part No: PAR tt: Fault Category: NCR: Yes No DQA: Date: 


CUM s Disposition: QA: N/C Closed: Date: 


WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Action Section B 
DATE |STEP Section A Action Description 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurancevapproved QANCRWO RevE 


Verification | Approval | Approval 
Section C Chief Eng QC Inspector 


Picklist Print | 
November.23, 2009 2:54:28 PM 


Work Order ID: 53937 III | 2 


Page 1 


чит. аа aF 


Parent Item: — D3391-023RevH OBRUO 

Parent Item Name: Mid Tube Assembly a Start Date: 23/11/2009 Required Date: 02/12/2009 
Comments: ' ` Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement Mfg/ Bin.. | Ргітагу Last Route Unitof Qty on Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand 0% То Pick Issued Issued 

D2500- 1-100RevU/R No | 100 Еасһ 0.0000 |і. 0000 

IAN lll ll ll Ї 6 37066 i II | nI 22 
Skidtube Extrusion 

D3391-021RevH ufactured No 100 Each 0000 [1.0000 

IIIIIIIIIIIIIIIIIIIIIIIIIIIII It «455275 [ШЇ SAULE 


Fwd Tube Assembly . 
D3389-IRevD Manufactured No 140 Each 7.0000 11.0000 
TALIA i III 
Web 
Warehouse Loc Qty Loc Code ; 
Location 


Main Warehouse | 
ST 


47303 
48244 
48245 
48246 
48247 
v ы, 50226 


AN 


HN 


Dart 2886 Ltd 


Resolution: 


NOTE: Date & initial all entries 


HMFORMS Quality Assurancevapproved QANCRWO RevE 


WORK ORDER CHANGES 


Approval 


Chief Eng / Approval 


QC Inspector 


Fault Category: NCR: Yes No DQA: Date: 


Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE | STEP Description of NC 
Section A 


Corrective Arnon. - Section B 
Approval 


QC inspector 


Picklist Print | | Page 2 


November 23, 2009 2:54:28 PM 
Work Order ID: 53937 <“, ШШШ 
Parent Item: — D3391.023RevH HARTE 


Parent Item Name: Mid Tube Assembly 


Start Date: 23/11/2009 Required Date: 02/12/2009 


Comments: Start Qty: 1.00 Required Qty: 1.00 
Con 2onent Item ID/ Replacement Mfg/ Bin Primary.. Last Route Unitof  Qtyon Remaining Qty Date Status 
Item Name Item ID Purch Item Location. Location Seq ID Measure Hand ‘Qty To Pick Issued Issued 
D3681-1RevA Manufactured No 160 Each 83.0000 15.0000 
TIR ЕТИНА x MM 
pacer 


Warehouse Loc Code PA 2% 
ass f a T 8/ 76 ба" го y 


LG RESET yku 
= V » X—— вои 


Main Warehouse | 


ST 2 | 
47123 2 ч 
D3591-1RevB Manufactured No 210 Each 71.0000 2.0000 
CRURA TAM ШЇ 
Bushing 
Warehouse Loc Qty Loc Code 
Location 


Main Warehouse 
ST 71 


Ç gm ) fi —pz— ДІ esl ce / оя 


a. 


21 
Y 2 


November 23, 2009 2:54:28 PM Shop Packet Print | Page 2 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 


Approval 
Chief Eng / 
Prod Mgr 


Part No: | PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE |STEP | Description of NC Corrective Action Section B Артоа | Anproval 


Section A Chief Eng QC Inspector 


NOTE: Date & initial all entries 
HMFORMS Quality Assurancevapproved QANCRWO RevE 


Picklist Print 

November.23, 2009 2:54:28 PM 

Work OrderID: 53937 ШШШ 

Parent Item: — D3391-023RevH TIAM 


Parent Item Name: Mid Tube Assembly 


Page 3 


zu Date: 23/11/2009 Required Date: 02/12/2009 


Comments: Start Qty: 1.00 "Required Qty: 1.00 
Component Item "n Replacement Mfg/ Bin Primary Last ñ Route Unitof Qty on [Remaining Qty d Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand (Qty To Pick Issued Issued 
ALS4-1032-130 Purchased No 230 Each 3 000 22008 
IIIIII,OIIIIUTIIIIIIIIIIIIIIƏIII III 
Insert Е 
Warehouse Loc Qty Loc Code f 
Location w: M| | 
Main Warehouse АЛ | l E e 4 Y 2 2 Ж J © 8 
ST 3661 
110511 3661 
| 
November 23, 2009 2:54:28 РМ Shop Packet Print 4 Page 3 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval И 
DATE | STEP PROCEDURE CHANGE Chief Eng / AMA 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


A Corrective Action Section B PN 
Description of NC — - — - Verification | Approval | Approval 
DATE STEP Section A РЕЧ Initial Action Description Sign & Section C Chief Eng QC Inspector 
La Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Аѕѕигапсе\арргоуед QANCRWO RevE 
* ЬЯ ` 
x 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 

D3391-011 


FWD TUBE ASSEMBLY 


E] 


| x — 13-1 mam жин aen Eae m we mamam wm um mar ss  w-——s В ИПИНИ. ma sm mm E xm | 


D3566-13 GASKET 
REF 
D3564-13 
WEARSHOE 


АМЗСАА BOLT (1) 
AN960C10L WASHER (1) 
4PL 


AN3C6A BOLT (1) 
AN960C10L WASHER (1) 
2PL 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


DESCRIPTION 


i NS aiu GASKET 
REF 


MS27039C4-12 SCREW 
IN D3672-3 WASHER 
AN960C416L WASHER 


D3391-013 


TRANSFER DRILL THRU MID TUBE ASSEMBLY 


D3391-011 OPEN TO 
@0.438:0000 


TRANSFER DRILL THRU 
D3391-011 OPEN TO @0.499 
AND INSTALL D3591-1 BUSHING 


D3566-5 GASKET 


D3564-1 
WEARSHOE 
D3564-5 
WEARSHOE 


AN3C4A BOLT (1) AN3C8A BOLT 
ANS60C10L WASHER (1) — AN960C10L WASHER 
20 PL 6PL 


M... D3566-1 


SHOP COPY 
| RETURN ТО 
| ENGINFi '^ a 


А ZUNCONTRO! ! MACH 


SUBE 1 vto ts n 


VATER I ies 
w Qi: E с » 
3 7 
2 MORS 


ro CS. 
SÉAL WITH SIKAFLEX-241/-291 


PRIOR TO INSTALLATION OF 


03391-0185 
WEARSHOES 


AFT TUBE ASSEMBLY 


D3553-3 
GASKET 
REF 
D3537-7 
WEARPAD 


e=, _ REF 
GASKET D3553-1 
D3564-3 or 
WEARSHOE 
D3537-1 
AN3C6A BOLT 


AN960C10L WASHER 
4PL 


AN3C7A BOLT 
AN960C10L WASHER 


FLOAT SKIDTUBE ASSEMBLY 


МЮ TUBE ASSEMBLY 
4 АРТ TUBE ASSEMBLY 


LWEARSHOE 
I... WEARSHOE — 
LL. WEARSHOE - 
` GASKET 
GASKET 


BUSHING 
T WASHER 


ANS60C10L 


M827038C4-12 
[ « |AN960C416L WASHER 


D3391-041 ASSEMBLY 


GENERAL NOTES 
1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 
2) SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 
AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 
OFF POWDER COATING WITH MEK DEGREASER. 
TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 
USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 60.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 


. LENGTHEN AFT EXTENSION 


8PL 1 
| 


DRAWING UPDATED ТО CURRENT STANDARDS, 

SHT 1 PL ADDED D3591-1 BUSHING. ZN C8 @0.438 DIM 

WAS 4 PL. ADDED 20.499 DIM AND 03591-1 BUSHING. | „, 
SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM | AJS | 08082 
WAS 4 PL. ADDED 0.499 DIM AND 03591-1 BUSHING. 


(FOR FURTHER INFO SEE DS! 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS . 
SWITCH TO D3670-XXXX SPACERS FOR INSTALLING ос 07.07.31 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET LAE 


REMOVE FWD SADDLE HOLE -011/-021 
| PH | 050425 | 


CHANGE TOLERANCE, EASE MANUFACTURE 
UPDATE TOLERANCE, CHANGE HOLE SIZE | PH | 060123 
| PH | 050927 


DRAWING UPDATES | PH | 0506.10 


NEW.ISSUE |. PH | 050207 | 
DESCRIPTION DATE 


pesen | PH] DART AEROSPACE USA, INC 
P 7I Ë — PORT HADLOCK, WA 
[CHECKED “| |. [DRAWING NO. 

MFG. APPR. Ç D3391 

APPROVED TITLE 


ea A [- 1412 FLOAT SKIDTUBE 


A COPYRIGHT € 2005 BY DART AEROSPACE ОБА, INC 
тыз DOCUMENT IS PRIVATE AND CONFIDENTIAL AND I$ SUPPLIED ON THE EXPRESS CONDITION THAT IT 1 
OT JO BE USED FOR ANY PURPOSE OR COPED Ой COMIAINICATED TQ ANY OTHER PERSON WITHOUT 
WRITTEN PERIS SION FROM OART AFROSPACE USA INC 


REV. H 
SHEET 1 OF 8 T 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


03391-021 f ÁN 


FWD TUBE ASSEMBLY 
TRANSFER DRILL THRU 


D3391-021 OPEN TO 


@0.438.0000 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


D3391-023 WEARSHOES 
MID TUBE ASSEMBLY | 


D3391-025 
AFT TUBE ASSEMBLY 


D3553-3 
GASKET 
——— REF 


D3537-7 
D3553-1 WEARPAD 
GASKET REF 
D3564-3 REF 
WEARSHOE D3537-4 


WEARPAD 
REF 


03391-021 OPEN TO @0.499 
AND INSTALL D3591-1 BUSHING 


D3566-13 GASKET 
D3566-5 GASKET ` 
D3564-13 


REF < D3566-1 GASKET 
WEARSHOE ` | | N _D3566-4 


REF GASKET 


TRANSFER DRILL THRU | 
T 


AN3C4A BOLT 
AN960C10L WASHER D3564-1 
4PL 
RSH 
AN3C6A BOLT МЕЕ 
03564-5 


AN960C10L WASHER 
2 PL WEARSHOE 


AN3C6A BOLT 


AN3C6A BOLT 
AN3C4A BOLT AN960C10L WASHER АО: WASHER 


AN960C10L WASHER 6 PL AN3C7A BOLT 


20 PL AN960C10L WASHER 
8 PL 


D3391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


| PART NUMBER 


GENERAL NOTES ` 


DESCRIPTION 


CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 

SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 
AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 

LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 

OFF POWDER COATING WITH MEK DEGREASER. š 
TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

UNITS: INCHES UNLESS OTHERWISE NOTED : 


03391-043 FLOAT SKIDTUBE ASSEMBLY 1) FINISH: 


"rf "jos 0 


1 4 03391-023 


FWD TUBE ASSEMBLY 7 

MID TUBE ASSEMBLY 

AFT TUBE ASSEMBLY 

booe a e a a] 


| RELEASED 
KIZI 


RT AEROSPACE USA, INC 


TANSCAK ... BOLT 
AN3C6A BOLT 


FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 


8 — ANSCIA — 


"BOLT. 


zi ANCOL ^ __ 


WASHER 7 


WHERE INDICATED. 


USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 00.297 SIZE HOLE: 2 


CHECKED 


MFG. APPR. 


DESIGN 


PATE 08.08.20 


PORT HADLOCK, WA 
` |. REV. H 
SHEET2 OF 8 
SCALE 
412 FLOAT SKIDTUBE NTS 


COPYRIGHT © 2005 BY DART AEROSPACE USA, ІМС 
ты DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS БОРРО ON THU XPRIED CONDITION IAT IT 16 
NOT ТО BE USED FOR ANY PURPOSE OR GOPICD QR COMMUNICATLO ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AF RFISPACÉ USA, INC 


30.1 
DIST TO CENTER OF BEND 


13* REF. 


13.0 
REF DISTANCE TO 
TANGENT POINT 


D3391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


[ 33028 


| @3.460 


@3.750 


= [— osea 0010 TH | 1425200 


` SECTION А-А | SECTION B-B SECTION C-C 
SCALE 2X SCALE 2X SCALE 2X 


3.590:9.025 


4.250 
REF DEsGN | PH | DART AEROSPACE USA, INC 
VIEW Z-Z prawn |] As | PORT HADLOCK, WA 
SCALE 2X [cHEckeo — | Ja | DRAWNG NO. a 
MFG. APPR. (А 03391 SHEET3 OF 8 
C CUNT ОШ 
.[pgaPeR | M |412 FLOAT SKIDTUBE NTS 


DME COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
08. 08. 20 THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRE 8S CONDITION THAT IT IS 
MOT TO BE USED FOR ANY PURPOSE OR COPICO Оя COMMUNICATED ТО ANY OTHER PESON WITHOUT. 
АТТЕН PERMISSION FROM DART AEROSPACE USA. ING 


4000 20.000 1 28.000: 
М 5 EQ. SPACES 20.000 
2.000 4.000 PITCH 8.000 12000 _ ] 
279 i 
p | | DRILL #4 (20.209) DRILL 20.297 DRILESA n i DRILL Ø0.297 5 
| 4PL 4.000 | С'ВОВЕ @0.430 Х 0.040 СВОВЕ @0.430 X 0.040 
{ 2.000 THIS LOCATION ONLY THIS LOCATION ONLY 
2 PL 0.500 2 PL 
DRILL THRU 21/64" (@0.328) А : DRILL THRU 21/64" (20.328) 
9PL (30.640 : 4PL 90.640 
CSINK 20.438 x 45° C'SINK 20.438 x 45° 
DRILL 20.297 7.25 DRILL 20.297 7.25 
(BOTH SIDES) 10 PL (DISTANCE TO FWD (BOTH SIDES) 10 PL (DISTANCE TO FWD 
SADDLE HOLE, REF). l . . SADDLE HOLE, REF) 
D3391-021 DRILLING DETAIL 
; INSTALL D3670-4200 SPACER 
INSTALL D3670-4200 SPACER : SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH | 
с GRIND FLUSH š PRIOR TO PAINTING : : c 


PRIOR TO PAINTING 4 PL 


INSTALL INSTALL INSTALL INSTALL 
DETAIL D AELS-1032-225 AELS-1032-130 DETAIL D AELS-1032-225 . AELS-1032-130 
AFTER FINISH THIS LOCATION ONLY | AFTER FINISH THIS LOCATION ONLY 
10 PL AFTER FINISH | 10 PL AFTER FINISH 
2PL 2PL 


D3566-13 GASKET D3566-13 GASKET 1 


D3564-13 Nm 3 D3564-13 | "5 
WEARSHOE AN3C4A BOLT WEARSHOE | AN3C4A BOLT 
ANS60C10L WASHER Е | AN960C10L WASHER 
2 6PL | 6PL 
D3391-011 ASSEMBLY DETAIL D3391-021 ASSEMBLY DETAIL 


SEAL WITH 
SIKAFLEX-241/-291 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST AN3C4A BOLT 
QTY- | атү - [PART NUMBER DESCRIPTION D3672-1 WASHER 
011 021 i AN960C10L WASHER 
D3391-011 FWD TUBE ASSEMBLY я 4 PL 
. D3391-021 FWD TUBE ASSEMBLY 

„= D3401-041 

d D6013-047 FWD TUBE TOW CAP 
TOW CAP 
^ : SEAGSEOE - DETAIL D -DART AEROSPACE USA, INC 


| D3670-4200 SPACER SCALE 2X PORT HADLOCK, WA A 
| D3672-1 WASHER DRAWING NO. . ВЕУ, Н 
ANSCAA BOLT ; ! D3391 SHEET4 OF 8 


| AN960C10L — | WASHER : SCALE 
"AELS-1032-130 INSERT : A- |412 FLOAT SKIDTUBE NTS 


AELS-1032-225 INSERT DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
wes DOCUMENT iS PRIVATE ANO CONE ем. AND в SUPPLIED ON THE EXPRE ES CONDITION THAT ТБ 
l А B AOT TORE USED FOR ANY PURPOSE O^ СОМГО OR COMMUNICATED TO ANY OTHER PERSON WITHOUT. 
TRITIENPEIRMISSION T ROM DART ACROSPACE USA IC 


8 7 6 5 4 3 


j 2 1 


DISTANCE TO | 
FWD END OF 
D3389-1 WEB 


4.94 DETAIL 


Y 


X 


DETAIL J 
SCALE 4X CSINK 00.438 X 45° (BOTH SIDE: 


E INSTALL 
D3681-1 SPACER 


обла * 


D3391-013 MID TUBE ASSEMBLY PARTS LIST 


REFER TO ĉ&—-— 


DRILL THRU 21/64" (20.328) 


J 


S) 


<5] 
DRILL 20.297 


DETAIL E 


D3391-013 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


i INSTALL AELS-1032-130 INSERT REMOVE 0.030 
H- AFTER FINISH FROM TOP AND BOTTOM 
TYP ТО 3.610 
SECTION G-G SECTIONH-H 12PL SECTION X-X 
SCALE 5X SCALE 5X SCALE 5X 


PART NUMBER DESCRIPTION 


D3391-013 MID TUBE ASSEMBLY 
ы U сыс, жтт = s] 
D2500-1-100 EXTRUSION 


D3389-1 " ЕВ 
03672-1 — ] WASHER 
D3672-3 WASHER 


pope -— s 
AELS-1032-130 INSERT 
ALS4-428-165 INSERT 


|ANS60C10OL [WASHER — 
AN960C416L [WASHER - 
MS27039C1-09 _ SCREW 


L 4  |MS27039C4-08 


D3391-013 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


3) WELDING: PER DART QSI 004 


MS27039 


D3672-3 WASHER 
AN960C416L WASHER 


2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-281 PER 051015 


INSTALL ALS4-428-165 INSERT 


DETAILE 
SCALE NONE 


DRILL 0.391 
C4-08 SCREW 
AFTER FINISH 


4 PL SECTION L-L 
SCALE 5X 


REMOVE 0.225 
FROM TOP AND BOTTOM 


(0.7 FROM BOTH ENDS) 


INSTALL AELS-1032-130 INSERT ` SCALE 5X 


М527039С1-09 SCREW 
D3672-1 WASHER 
ANS60C10L WASHER 
AFTER FINISH 

4PL 


i 
| DRILL @0.297 


DRILL 20.250 


SECTION M-M АР. 


SCALE 5X 


DETAIL K 
SCALE 4X 


4. RELEASED 
53237 е 
DART AEROSPACE USA, ІМС ` 
prawn | As | PORT HADLOCK, WA 


[СНЕСКЕО | j — |pRAwiNGNO. REV. H 
(MFG. APPR. | 72 |D3391 
[wwnoveo | 2 [we 

ОЕ АРРА — | -K |412FLOAT SKIDTUBE NTS 


DATE Wi 
08. 08.20 VERSA PN acaso ауто отте DUE EU 
литов от SON BLUR AEROA PEE тат 


DISTANCE TO 
END OF WEB 
4.19 

REF 


TO 3.800 


SECTION Y-Y 


SECTION LL-LL 
EL 5X 


ЗНЕЕТ 5 OF 8 
: SCALE 


COPYRIGHT @ 2005 BY DART AEROSPACE USA, INC 
PRIVAT AND CONFIDENTIAL APO IS SUPPLIED On THE EXPRESS CONDITION THAT IT t$ 


10.500 
DISTANCETO | REFERTO 
FWD END OF DETAILI 
D3389-1 WEB ==: 
4:94 DISTANCE TO 
Y . END OF WEB 
4.19 
REF 


° н DETAIL К 
DETAIL J " — 
SCALE 4X DRILL THRU 21/64" (20.328) SCALE 4X 


CSINK 20.438 X 45° (BOTH SIDES) 


5PL 
D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
D3681-1 SPACER N & GRIND FLUSH 
(BOTH ENDS) REMOVE 0.225 
А I FROM TOP AND BOTTOM 
i TO 3.800 


(0.7 FROM BOTH ENDS) 
DRILL @0.297 


INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 


SECTION G-G SECTION H-H 5PL SECTION X-X SECTION Ү-Ү 
SCALE 5X SCALE 5X SCALE 5X SCALE 5X 


D3391-023 MID TUBE ASSEMBLY PARTS LIST 


023 R E L EA S 


x , D3391-023 MID TUBE ASSEMBLY (E 
| P O95 4y J 


77 .TD2500-1:100 — | EXTRUSION P 
D3389-1 WEB 
5 D3681-1 SPACER 


20 — AELS-1032-130 INSERT - pesien | рє | DART AEROSPACE USA, INC 
7 DRAWN ШЕ: ЖШ PORT HADLOCK, WA 
CHECKED | À _ |DRAWINGNO. - REV. H 


.[MFG. APPR. Eu D3391 SHEET 6 OF 8 
D3391-023 MID TUBE ASSEMBLY 4 ALE 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION . APPROVED М ТИГЕ n 


p; 
2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER 051015 [ОЕ aper. — | <j |412 FLOAT SKIDTUBE NTS 


3) WELDING: PER DART QS! 004 DATE 08.08.20 ` SURAT Баа ueri Rm 


l NOT TO BE USED FOR ANY PURPOSE DR COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA IMC. 


MACHINE CONSTANT 
TAPER FROM 93.750 
TO 93.200 


l 
DETAIL V 


CHAMFER 


R =" 30°X0.060 DEEP 
| | 
R | 


| 433 DRILL #4 (20.209) 
REF 
REF . 


2 PL 
DIST TO CENTER OF BEND 


VIEW BB-BB 
SCALE 4X 


0.000 
1.526: 009 EN 


88.93 DETAIL V 
SCALE 6X 
D3391-3 AFT DRILLING AND CUTTING DETAIL š 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


0200 — oss 


403.500 à 3.300 4 
03.750 i 
| @3.750 Nt 23.750 NS 03.750 


REF 
REF REF R0.062 


REF 
SECTION AA-AA SECTION N-N SECTION Р.Р SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6X SCALE 6X SCALE 6X SCALE 6X 


RELEASE 
/A44:3937 ) 


0.013 DART AEROSPACE USA, INC 
: вли | AUS |] PORTMADLOCK WA — `` 
VIEW Ww Гонвскео — | А — |onewmc vo. REV. H 
SCALE4X : MFG. APPR. ZZ | D3391 : SHEET7 OF 8 
APPROVED / — тите 
Inraee. | -M- |412 FLOAT SKIDTUBE 
DETAILS i 4 ОАТЕ Б COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
SCALE 4X | 08.08.20 Tas DOCUMEN S PRIVATE ама CON DENTAL AND S SUPPLIED ON IN ГАРЕБ СОМИТОН TWAT 1 15 


OR COPIED OR COMMUNICATED 10 ANY OTHER PERSON WAI 
VIRITTEN PPRMISSION FROM DART AFRDEPACE USA INC 


R30.0+2.0 
36.000 


9 EQ. SPACES 
—— — 4900PITCH 


4.2+0.25 


DRILL THRU 21/64" (20.328) | 0 DRILL THRU 21/64" (20.328) 
740 14РІ. : T DRILL 20.297 АРЕ 
91 REF DRILL 20.297 н CSINK 0.438 X 45° 


DISTANCE BETWEEN HOLE AND 26PL GSIN 0:139 хаз» М 26 PL 
BOTH SIDES TWEEN HOLE AND BOTH SIDES 
TANGENT POINT 537 ( ) DISTANCE BETWEEN HOI ( ) 


TANGENT POINT 537 
1-01 D3391-025 BENDING AND DRILLING DETAIL 


(SEE CBORE DETAIL BELOW) 


INSTALL 03670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 


(SEE CBORE DETAIL BELOW) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 


GRIND FLUSH 
PRIOR TO PAINTING 


GRIND FLUSH 
PRIOR TO PAINTING 


D3553-3 03553-3 


GASKET 


(NO CBORE) (NO CBORE) 


D3553-1 
GASKET 


03553-1 
GASKET 


D3537-1 

WEARPAD 
AN3C5A BOLT 
AN960C10L WASHER 


D3537-1 


WEARPAD 03537-7 


MBLY AND CB! WEARPAD 


(SEE TABLE) AN3CSA BOLT 


AN960C10L WASHER 
А 4PL 


AN3CAA BOLT 
AN960C10L WASHER 
4PL 


AN3C4A BOLT 
4PL AN960C10L WASHER 
4PL 


-025 AFT TUBE ASSEMBLY PARTS Li 
QTY- PART NUMBER DESCRIPTION 
025 jd 


01 
Lx 


3391-025 ASSEMBLY Bi 


(SEE TABLE) 
DRILL 20.391 
CBORE 00.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 
4PL 
Z N 
W 


SECTION U-U SECTION CC-CC 
SCALE 3X SCALE 3X 


3391-015 D2646 AFT CAP 


D3391-025 


AFT TUBE ASSEMBLY 
AFT TUBE ASSEMBLY 


SEAL WITH 
SIKAFLEX-241/-291 


AN3CAA BOLT 
D3672-1 WASHER 
AN960C10L WASHER 
2PL 


03672-1 


AELS-1032-130 
AELS-1032-225 INSERT 
ALS4-428-165 INSERT 
AN3CAA BOLT 
AN3CSA BOLT 


AN960C10L WASHER 


INSERT 


DETAILT 
SCALE 4X 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 
QTY CBORE 
D3391-025 
12 — @0430X 0.470 
20.430 X 0.170 
20.430 X 0.040 
NONE 


DESIGN pesca pom A] DART AEROSPACE USA, INC 


DRAWN PORT HADLOCK, WA 
CHECKEO DRAWING NO. ` REV. H 


mesaer | Z  |D3391 знеєтеоғв 


[Proveo | g тте SCALE 
[ОЕ АРРА. | Jr  |412FLOATSKIDTUBE NTS 


y di COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
08. 08.20 


[AELS-1032:228 _ 
AELS-1032-130 
AELS-1032-130 


AELS-1032-130 


THIS DOCUMENT 1S PRIVATE, AND CONFIDENTIAL AND 8 SUPPLIED ON THE EXPRESS CONDITION THAT IT IS 
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AWS D17.1.2001 
QUALIFICATION TEST RECORD 


anice Ell: 


Ser 


‚ Job number: 
Part number: DEA OG _ LLL 


Description: | ae 
Welding Process: Tig[ 1 Migi ] 
Base materiel: — Àj оа 
Current: АС[Л DC[ ] 


TEST REQUIREMENTS AND RESULTS 


pass[ 


— 121 


Visual: fail[ ] 
Penetration: pass[ fail[ ] 
UNACCEPTABLE ` 


ра fail[ ] 


Cracks: 
Undercut: pass[ 4 fail[ ] 
-. Pin holes: pass[] , fail[ ] 
- Overlap (cold lap) passy] „ fail[ ] 
Porosity (surface): pass[: fail[ ] 
Coloration: | рд T fail[ ] 
. Qualifier. 7/4 rs m Date of Test Coupon £7 3 C С] 


E 


Date of Test Coupon 272 $2 É 


7 


| i 
The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMSVProductionvapproved prod. Welding Coupon Rev.A 


